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(57)Abstract 

PROBLEM TO BE SOLVED: To provide the subject method and mold 
capable of obtaining a molding product not generating not only a splice 
line and gloss irregularity in the design surface of its terminal but also 
dragging, wrinkles or the like even if the cross-sectional shape of a 
molding material is complicated and having beautiful appearance. 
SOLUTION: The terminal processing cavity C of a lower mold 21 is 



constituted of a cavity leading end part Ca and a cavity main body 
part Cb and the cavity main body part is constituted so as to be 
upwardly energized up to a position almost equal to the upper end 
position of the cavity leading end part and pressed from above to be 
pushed down to a normal position and a molding material 11 is 
arranged in the cavity main body part brought to the upper position 
and the leading end 12a of the molding material is allowed to protrude 
from the leading end of the cavity main body part to be placed on the 
upper end of the cavity leading end part and, subsequently, the 
terminal 12 of the molding material is heated and softened while the 
cavity main body part is pushed down into a lower mold along with the 
molding material by an upper mold 35 to press the molding material 
under heating. 
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* NOTICES * 

JPO and NCI PI are not responsible for any 
damages caused by the use of this translation. 

1. This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2. **** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



CLAIMS 



[Claim(s)] 

[Claim 1] As the tip of the mall material concerned runs aground to said cavity tip upper part to the 
cavity for terminal processing of female mold, it arranges the terminal of a mall material to it to it. In 
the terminal processing approach which carries out hot press, presses the terminal of said mall 
material, pushes in in the cavity of female mold, and carries out size enlargement with the Gokami 
mold While constituting the cavity for terminal processing of said female mold from a cavity point 
and the cavity body section following this point and making the inside of this cavity body section 
into the configuration corresponding to the ornament section appearance of said mall material It 
constitutes so that this cavity body section may be in the upper limit location of a cavity point, 
abbreviation, etc. by carrying out, and it may energize upwards to a location and may be depressed 
by the press from the upper part in the location of normal. A mall material is arranged to the cavity 
body circles of the female mold in said upper part location, and the tip of this material is made to 
project from the tip of said cavity body section, and it puts on the upper limit of said cavity point. 
Subsequently By carrying out heating softening of the terminal of said mall material, and depressing 
and carrying out hot press of the cavity body section into female mold with a mall material by the 
punch The terminal processing approach of the mall characterized by pushing in the tip of the 
projecting mall material in the cavity point of female mold, and carrying out size enlargement from 
the tip of said cavity body section. 

[Claim 2] The terminal processing approach of the mall according to claim 1 characterized by a mall 
material being the extrusion-molding article for roof malls which has the lane garter section. 
[Claim 3] As the tip of the mall material concerned runs aground to said cavity tip upper part to the 
cavity for terminal processing of female mold, it arranges the terminal of a mall material to it to it. In 
the metal mold used for carrying out hot press, pressing the terminal of said mall material, pushing in 
in the cavity of female mold and carrying out size enlargement with the Gokami mold While 
constituting the cavity for terminal processing of said female mold from a cavity point and the cavity 
body section following this point and making the inside of this cavity body section into the 
configuration corresponding to the ornament section appearance of said mall material this cavity 
body section — the upper limit location of a cavity point, and abbreviation — mall terminal 
processing characterized by constituting so that it may energize upwards to an equal location and 
may be depressed by the press from the upper part in the location of normal — public funds — a 
mold. 

[Claim 4] mall terminal processing according to claim 3 characterized by having the protruding line 
to which the lane garter section of a mall material fits into the cavity body section — public funds - 
- a mold. 



[Translation done.] 
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* NOTICES * 

JPO and NCIPI are not responsible for any 
damages caused by the use of this translation. 

LThis document has been translated by computer. So the translation may not reflect the original 
precisely. 

2.**** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Field of the Invention] this invention — the terminal processing approach of a mall, and mall 
terminal processing — public funds — the terminal processing approach of a mall of having a 
complicated cross-section configuration especially about a mold, and mall terminal processing — 
public funds — it is related with a mold. 
[0002] 

[Description of the Prior Art] As shown in the d rawing 1313 expanding and showing drawing 12 and 
its part, the roof mall 50 is attached in the roof 41 of an automobile 40 in many cases. The slot 44 
formed in the joint part is equipped with said roof mall 50 in order to hide the joint part by which a 
control house panel 42 and the flank panel 43 are joined to one so that I may be understood from 
drawing 14 which shows a part of roof which removed the roof mall 50. 

[0003] Said roof mall 50 consists of the ornament section 53 which is prepared in the upper limit of 
the leg 52 and this leg 52, and becomes a design side, and it is equipped with it so that said leg 52 
may be inserted in the slot 44 of said roof 41 and the ornament section 53 may close said slot 44, 
so that drawing 15 may show. Moreover, in order for the roof mall 50 to carry out wearing 
maintenance correctly to the slot 44 of said joint part at said leg 52 and to lessen linear expansion, 
along with a longitudinal direction, the metal core material 54 is laid underground in many cases. A 
sign 55 is the lip (fin piece) formed in the lower both-sides side of the leg 52 along with the 
longitudinal direction in order to ensure immobilization in said slot. 

[0004] By the way, since a tear will be produced in the upper corner section 45 if press forming of 
the both ends is carried out in the same depth as the center of a slot 44, the slot 44 of the joint 
part of said roof 41 is gradually made shallow toward the edge of a slot 44. Therefore, in having used 
what only cut the long extrusion-molding article 51 which is a mall material to predetermined length 
as said roof mall 50, the lower limit of the leg 52 interferes in the body, it becomes impossible to 
equip with the roof mall 50 concerned correctly, and a fine sight is spoiled. 

[0005] It is possible to carry out injection molding of the terminal section 61 in which the depth of 
the edge of said slot 44 was suited as one means to solve such faults, at the edge of the mall 
material 51 which consists of an extrusion-molding article cut to predetermined length as shown in 
drawing 15 , and it was crooked by the amount of point to the background. However, if it was in the 
roof mall 50 which carried out injection molding of said terminal section 61, between the mall 
material 51 on the front face of a terminal, and the terminal section 61, joint Rhine 62 appeared and 
there were problems, such as spoiling the fine sight of the roof mall 50 concerned. 
[0006] Then, processing the terminal of a mall material into predetermined configurations, such as a 
crookedness configuration, is proposed by hot press as shown in drawing 16 . this hot press — 
setting — first — (A) of this drawing — like — processing — public funds — the cavity 72 for 
terminal processing of the female mold 71 of a mold 70 — the extrusion mold goods concerned — 
**** — as the tip 56 of the mall material 51 runs aground to the tip upper part (part [ eaten ]) 73 of 
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said cavity 72, while it arranges to it, heating softening of the terminal 57 of this mall material 51 is 
carried out with the heating means 75, such as a heater. Then, as shown in (B) of this drawing, by 
carrying out heating PUSU by the punch 76, the terminal 57 of said mall material 51 is pressed, and 
the terminal 57 of this material 51 is pushed in in the cavity 72 of female mold 71, and carries out 
size enlargement. According to this hot press, unlike what carried out injection molding of the 
terminal section explained previously, joint Rhine does not appear between the mall material 51 and 
a terminal 57, but an appearance becomes good. In addition, the terminal processing approach by 
this hot press is applied to terminal processing of various malls, such as a side mall attached in the 
door part of the car-body side face of said not only roof mall but an automobile. The sign 58 in 
drawing is the surplus part of the mall material which remained on the occasion of hot press, and, 
finally is excised. 

[0007] However, it sets to the terminal processing approach of the mall by this hot press. Since 
near [ tip 56 ] this mall material 51 is distantly [ inside / of female mold 71 / cavity 72 ] separated 
at the time of heating of the terminal 57 of the mall material 51 so that (A) of drawing 16 may also 
show, A surroundings lump and the mall material 51 being heated too much and producing 
nonuniformity in the gloss on the front face of a product after processing had the hot blast of the 
heater which is the heating means 75 in the clearance G between terminal 57 front face of the mall 
material 51, and cavity 72 inside at the time of the heating. 

[0008] Furthermore, it sets to said conventional terminal processing approach. Having the lane 
garter section 83 in the ornament section 82 as shown in drawing 17 etc. originates in the 
complicated cross-section configuration of this mall material 81, when carrying out terminal 
processing of the mall material 81 with a complicated cross-section configuration. At the time of the 
arrangement to the cavity of a mall material, cannot arrange this material in a right location, or the 
mall material concerned shifts after arrangement. The terminal of the mall material which carried out 
heating softening at the time of hot press may be unable to be correctly pushed in in a cavity, and, 
in such a case, there was a possibility that a good product — the blemish and wrinkle which are 
called the so-called galling on a product front face arise — might not be obtained. Moreover, when a 
mall material has not been arranged as mentioned above in a right location or the mall material after 
arrangement shifts, in case heating softening of the mall material is carried out, variation may arise 
in the heating condition of this mall material, and deformation may arise in the part which had said 
variation of a product after processing. In addition, the metal core material by which the sign 84 in 
drawing 1 7 was laid under the leg, and 85 was laid under the leg 84, and 86 are the lips (fin piece) 
formed in the lower both-sides side of the leg 84 along with the longitudinal direction. 
[0009] moreover, like the mall material 81 shown in drawing 17 , in constituting the undercut 
configuration 88 between the lane garter section 83 of the ornament section 82, and the ornament 
section upper limit 87 Since the cavity inside of female mold will also have an undercut configuration 
corresponding to it, It is necessary to perform arrangement of the mall material into the cavity 
before hot press by carrying out slide insertion of this mall material from the back end side of a 
cavity. It is difficult to arrange the mall material concerned correctly so that a mall material tip may 
run aground to the tip upper part of a cavity, as mentioned above. In addition, when terminal 
processing of the mall material 81 which has the above-mentioned undercut configuration 88 was 
carried out, the unmolding activity of the product after hot press might be unable to be done 
smoothly. 
[0010] 

[Problem(s) to be Solved by the Invention] the terminal processing approach of this invention not 
having been made in view of the aforementioned point , the nonuniformity of joint Rhine and a gloss 
not appear in the design side of a terminal , it being able to gnaw and a wrinkle etc. not arise 
moreover even if the cross section configuration of a mall material be complicated , but obtain a 
mall product with a beautiful appearance , and terminal processing — public funds — it aim at offer 
a mold . 
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[0011] 

[Means for Solving the Problem] Invention of claim 1 the terminal of a mall material to the cavity for 
terminal processing of female mold In the terminal processing approach which it arranges to it as 
the tip of the mall material concerned runs aground to said cavity tip upper part, and carries out hot 
press with the Gokami mold, presses the terminal of said mall material, pushes in in the cavity of 
female mold, and carries out size enlargement While constituting the cavity for terminal processing 
of said female mold from a cavity point and the cavity body section following this point and making 
the inside of this cavity body section into the configuration corresponding to the ornament section 
appearance of said mall material It constitutes so that this cavity body section may be in the upper 
limit location of a cavity point, abbreviation, etc. by carrying out, and it may energize upwards to a 
location and may be depressed by the press from the upper part in the location of normal. A mall 
material is arranged to the cavity body circles of the female mold in said upper part location, and the 
tip of this material is made to project from the tip of said cavity body section, and it puts on the 
upper limit of said cavity point. Subsequently By carrying out heating softening of the terminal of 
said mall material, and depressing and carrying out hot press of the cavity body section into female 
mold with a mall material by the punch The terminal processing approach of the mall characterized 
by pushing in the tip of the projecting mall material in the cavity point of female mold, and carrying 
out size enlargement from the tip of said cavity body section is started. 

[0012] Invention of claim 2 is characterized by a mall material being the extrusion-molding article for 
roof malls which has the lane garter section in invention of claim 1. 

[0013] Invention of claim 3 the terminal of a mall material moreover, to the cavity for terminal 
processing of female mold In the metal mold used for it arranging to it as the tip of the mall material 
concerned runs aground to said cavity tip upper part, carrying out hot press with the Gokami mold, 
pressing the terminal of said mall material, pushing in in the cavity of female mold and carrying out 
size enlargement While constituting the cavity for terminal processing of said female mold from a 
cavity point and the cavity body section following this point and making the inside of this cavity 
body section into the configuration corresponding to the ornament section appearance of said mall 
material this cavity body section — the upper limit location of a cavity point, and abbreviation — 
mall terminal processing characterized by constituting so that it may energize upwards to an equal 
location and may be depressed by the press from the upper part in the location of normal — public 
funds — a mold is started. 

[0014] Moreover, invention of claim 4 is characterized by having the protruding line to which the 
lane garter section of a mall material fits into the cavity body section in invention of claim 3. 
[0015] 

[Embodiment of the Invention] According to an attached drawing, this invention is explained to a 
detail below. The perspective view of an important section showing the roof mall for automobiles 
where drawing 1 was obtained according to one example of this invention, mall terminal processing 
which uses drawing 2 for terminal processing of a mall — public funds — the perspective view 
showing an example of the female mold of a mold, and a punch — The perspective view showing 
gradually an excision process [ in / in drawin g 3 / terminal processing of a mall ], the sectional view 
in which drawing 4 is the same and showing an arrangement process and a heating softening 
process, The sectional view in which the a-a sectional view of drawing 4 and drawing 6 of the b~b 
sectional view of drawing 4 and drawing 7 are the same, and drawing 5 shows the closed mold early 
stages of a press process, The d-d sectional view of drawing 8 and drawing 1 1 are sectional views in 
which the c~c sectional view of drawing 8 and drawing 10 are the same, and the sectional view in 
which drawing 8 is the same and showing the time of closed mold completion of a press process, 
and drawing 9 show an unmolding process. 

[0016] First, an example of the roof mall for automobiles obtained by the terminal processing 
approach of the mall concerning this invention is explained, and the terminal processing approach of 
that roof mall is explained below. 
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[0017] As for the roof mall 10 for automobiles shown in drawing 1 , the ornament section 15 was 
formed in the upper limit of the leg 13 and this leg 13 under which the metal core material 14 was 
laid at one. It is that by which terminal processing was carried out by the approach concerning this 
invention from the mall material 1 1 made of resin of the extrusion-molding article it is unrefined 
from a predetermined cross-section configuration. As for joint Rhine, body section 10a with which 
the deep part of the slot 44 of the roof 41 shown in drawing 14 is equipped, and the terminal 12 with 
which the shallow edge of a slot 44 is equipped serve as a single string that there is nothing. 
[0018] While becoming gradually low towards tip 12a by the terminal processing approach which has 
jutted out to the cross direction both sides from leg 13 upper limit, having been used as the width of 
face which, as for said ornament section 1 5, that external surface constitutes a design side, and 
takes up the slot 44 of said roof 41, and requires that front face side for this invention about a 
terminal 12 and making the predetermined curved surface configuration, about tip of said terminal 12 
12a, crookedness formation is carried out on the background. Moreover, in this example, said 
ornament section 15 has the lane garter section 16, and the cross-section configuration of the mall 
10 concerned is complicated. Furthermore, the undercut configuration U consists of this example 
between the lane garter section 16 of said ornament section 15, and ornament section upper limit 
15a. 

[0019] On the other hand, said leg 13 is for being inserted in the slot 44 of said roof 41, and 
attaching this roof mall 10 in a slot 44, and when the leg 13 is inserted into said slot 44, in order to 
carry out a pressure welding to the side attachment wall of a slot 44 and to hold the roof mall 10 
stably on lower both sides of the leg 13, the lip 17 which consists of elasticity resin is formed in one. 
In the terminal 12 of the roof mall 10, the leg 13 bottom is aslant excised from the body section 10a 
side towards ornament section 15 rear face so that it may become thin towards tip 12a of a terminal 
12, and this leg 13 is removed also about said lip 17. A sign 18 is the excision section of the leg 13 
formed of said excision, and is excised according to the depth of the edge of the slot 44 of said roof 
41. In addition, in this example, the leg 13 is completely removed with the metal core material 14 
near tip 12a of said terminal 12. 

[0020] Next, terminal processing of the roof mall 10 which has said lane garter section 16 is 
explained as an example about one example of the terminal processing approach of the mall 
concerning this invention, mall terminal processing as shown in drawing 2 , drawing 7 , etc. in the 
terminal processing approach of an example — public funds — a mold 20 is used. The closed mold 
and the press of this metal mold 20 are enabled by the press equipment which is not illustrated 
including female mold 21 and a punch 35. 

[0021] Female mold 21 is equipped with the body type section 22, the gone up and down type 
section 25 held free [ rise and fall ] in the hold space 23 of this body type section 22, and the slide 
mold section 27 before and after locating ahead of this gone up and down type section 25. The 
cavity C for terminal processing is formed of the shaping side 26 of said gone up and down type 
section 25, and the shaping side 28 of the order slide mold section 27. This cavity C consists of a 
cavity point calcium divided by the shaping side 28 of said order slide mold section 27, and the 
cavity body section Cb divided by the shaping side 26 of said gone up and down type section 25 
following this point calcium. The inside 26 of said cavity body section Cb, i.e., the shaping side of the 
gone up and down type section 25, is formed in the configuration corresponding to ornament section 
15 appearance of said mall material 11, and it has protruding line 26a into which the lane garter 
section 16 of the mall material 11 fits. 

[0022] moreover, said cavity body section Cb — the upper limit location (location of the installation 
side 29 for terminal tips formed in the top face of the order slide mold section 27 in the example of 
illustration) of the cavity point calcium, and abbreviation — it is energized upwards to the equal 
location. And the cavity body section Cb energized to said upper part is depressed to a location 
where the shaping side 26 of said gone up and down type section 25 and the shaping side 28 of the 
order slide mold section 27 become flat-tapped in the location of normal, and the example by the 
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press from the upper part. In addition, in the example, the cavity body section Cb is energized as 
mentioned above by the elastic force of the spring S1 which intervened between said body type 
section 22 and the gone up and down type section 25 upwards. Furthermore, in the example, when 
the mall material receptacle section 24 is in the normal location of said cavity body section Cb, it is 
formed in said body type section 22 so that this body section Cb may be followed. 
[0023] Furthermore, said order slide mold section 27 moves in the direction X of the inside from the 
outside of the cavity C for terminal processing by contacting the ramp 38 of the punch 35 which the 
lateral surface 30 mentions later with descent of the punch 35 at the time of a closed mold 
(advance). Moreover, a spring S2 intervenes between said slide mold section 27 and the body type 
section 22, and according to the elastic force of this spring S2, at the time of the punch 35 rise in 
the case of a mold aperture, the order slide mold section 27 moves in the direction Y of an outside 
from the inside of Cavity C (retreat), and returns to the original location. In addition, at the time of 
the rise of the gone up and down type section 25 by the rise of a punch 35, the location where said 
order slide mold section 27 retreats most is set up so that terminal tip 12a of the mall material 11 
pushed in in the cavity point calcium and the order slide mold section 27 concerned may not 
contact. 

[0024] A punch 35 has the press side 36 for mall materials for pressing the terminal 1 2 of the mall 
material 1 1 from a background. In the example of illustration, the press side 37 for the gone up and 
down type sections which the gone up and down type section 25 of said female mold 21 is pressed 
[ side ] on both sides of said press side 36 for mall materials, and drops this gone up and down type 
section 25 to them is established. In addition, said press side 37 for the gone up and down type 
sections is excluded depending on the case, and may be made to perform press of the mall material 
1 1, and depression of said gone up and down type section 25 only as the thrust of said press side 
36 for mall materials. Moreover, the ramp 38 to which this slide mold section 27 is moved in contact 
with the slide-before and after said female mold 21 mold section 27 is formed in the punch 35. 
[0025] mall terminal processing which was described above — public funds — in terminal processing 
of the mall using a mold 30, the mall material 1 1 made of resin which first has the predetermined 
cross-section configuration shown in (A) of drawing 3 , i.e., said ornament section 15 and leg 13, and 
which consists of an extrusion-molding article is cut to predetermined length. 

[0026] Then, to the mall material 1 1 of said predetermined length, it leaves the ornament section 15 
about the background of the terminal 12, and as shown in (B) of drawing 3 , the leg 13 is partially 
excised from terminal tip 12a over the die length of predetermined length, cross excision of this leg 
13 to the part in the edge of the slot 44 of said roof 41 a part became shallow , and a corresponding 
range , and the configuration where excision section 18 lower limit incline towards ornament section 
15 rear face from the body section 10 a side of a line crack and the mall material 1 1 excise the leg 
13 by the material so that the thickness of a mall material 1 1 become thin gradually towards 
terminal tip 12 a excise **** . Furthermore, in this example, as for near terminal tip 12a, the leg 13 
is completely excised with the metal core material 14. In addition, the excision approach is 
performed by the well-known cutting process which uses a cutter etc. 

[0027] Subsequently, as shown in drawing 4 thru/or drawing 6 , the terminal 12 of said mall material 
11 is arranged in the cavity body section Cb of the female mold 21 in said upper part location. Under 
the present circumstances, tip 12a of the mall material 1 1 is made to project from the cavity body 
section Cb tip of said female mold 1 1, and it is made to put on the installation side 29 for terminal 
tips of the order slide mold section 27 in the upper limit of said cavity point calcium, and the 
example of illustration. Thus, if the mall material 1 1 is arranged to the cavity C for terminal 
processing, while being able to arrange the mall material 1 1 certainly in a right location very easily, 
the mall material 1 1 concerned cannot shift easily after arrangement. Moreover, when it has the 
undercut configuration U in the ornament section 1 5 of the mall material 1 1 like this example, 
arrangement into the cavity body section Cb of said mall material 1 1 is performed by carrying out 
slide insertion of the mall material 1 1 concerned from opening by the side of the back end of this 
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cavity body section Cb. In addition, at the time of arrangement of this mall material 1 1, said order 
slide mold section 27 is in a retreat location. 

[0028] Heating softening of near [ excision section 18 ] the terminal 12 of the mall material 1 1 is 
carried out with the heating means H, such as a heater, after arrangement of said mall material 1 1 . 
Since a clearance is not generated between the terminal 12 of the mall material 1 1 and the inside 26 
of the cavity body section Cb of female mold 21, i.e., the shaping side of the gone up and down type 
section 25, at this time unlike the former, it prevents the hot blast of the heater which is the heating 
means H turning between mall material 1 1 terminal 12 and a cavity body section Cb inside, and 
heating the mall material 1 1 too much, and is hard to produce nonuniformity in the gloss on the front 
face of a product. Extent of said heating is made into extent which the terminal 12 of the mall 
material 11 softens, and is made into proper temperature according to the quality of the material of 
the mall material 11. In addition, although said heating means H is established independently [ metal 
mold 20 ] in the example of illustration, the heating means H concerned may be made to build in 
female mold 21 or a punch 35. 

[0029] it is shown in drawing 7 thru/or drawing 1010 after heating softening of said terminal 12 — 
as — processing — public funds — the closed mold of the mold 20 is carried out, by said punch 35, 
with the mall material 1 1, the cavity body section Cb of said gone up and down type section 25 is 
depressed in the body type section 22 of female mold 21, and hot press of the excision section 18 
of the mall material terminal 12 concerned is carried out. Tip 12a of the mall material 1 1 which 
projects from the tip of said cavity body section Cb is pushed in in said cavity point calcium by this, 
and size enlargement of the mall material terminal 12 concerned is carried out to a request 
configuration. 

[0030] In the case of the closed mold of said metal mold 20, when the lateral surface 30 of the 
slide-before and after female mold 21 mold section 27 contacts the ramp 38 of a punch 35, it moves 
in the direction X of the inside from the outside of said cavity C for terminal processing, so that I 
may be understood from drawing 7 . At the time of closed mold completion, the order slide mold 
section 27 and the body type section 22 coalesce without a clearance like drawing 8 , and the cavity 
point calcium and the cavity body section Cb are continuously united. Thus, if it is made to move 
forward about the order slide mold section 27 in parallel with descent of the cavity body section Cb 
of said gone up and down type section 25, near tip 12a of the mall material terminal 12 can be made 
smoothly crooked on a background at the time of hot press, and pushing into the cavity point 
calcium of tip 12a of said mall material 11 can be performed certainly and smoothly. Consequently, 
the inside of the cavity C for terminal processing can be imprinted good for the mall material 1 1 , and 
the mall product excellent in appearance nature is obtained. The sign B in drawing 8 is the surplus 
part of the mall material which remained on the occasion of hot press. 

[0031] Then, as shown in drawing 1 1 , a punch 35 is raised and a mold aperture is carried out. the 
gone up and down type section 25 currently depressed in the body type section 22 of said female 
mold 21 at that time move in the direction Y of an outside from the inside of the cavity C for 
terminal processing so that the order slide mold section 27 may not bar a rise of the gone up and 
down type section 25 and the mall material 1 1 by which hot press be carried out , while it go up to 
the body type section 22 according to the energization force of a spring S1 and return to the 
original location in front of a closed mold . 

[0032] While unmolding the mall material 1 1 by which hot press was carried out after said mold 
aperture, the mall product (roof mall) 10 as shown in drawing 1 R> 1 is obtained by removing the 
surplus part B produced in terminal tip 12a of the mall material 11. Since the mall material 11 by 
which hot press was carried out at the time of said unmolding is going up to the upper limit location 
of the cavity point calcium with the cavity body section Cb of said gone up and down type section 
25, an unmolding activity becomes easy. In addition, in this example, unmolding of the mall material 
1 1 is performed by sampling making the mall material 1 1 concerned slide in the direction Y of an 
outside from the inside of Cavity C, as the chain line of illustration shows to the ornament section 
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1 5 of the mall material 1 1 in consideration of having the undercut configuration U. 
[0033] 

[Effect of the Invention] Since hot press performs terminal processing according to the terminal 
processing approach of the mall concerning invention of claim 1 as it illustrates above and being 
explained, unlike carrying out injection molding of the terminal, joint Rhine does not appear in the 
design side of a product. Moreover, in this terminal processing approach, the cavity for terminal 
processing of female mold is constituted from a cavity point and the cavity body section following it. 
This cavity body section is in the upper limit location of a cavity point, abbreviation, etc. by carrying 
out, energize upwards to a location, and it is made to be depressed by the press from the upper part 
in the location of normal. After arranging a mall material to the cavity body circles in an upper part 
location, making the tip of this material project from said cavity body section tip and putting on said 
cavity point upper limit, Since hot press of said cavity body section is depressed and carried out 
into female mold with a mall material by the punch, a clearance is not generated between a material 
terminal front face and a cavity inside at the time of arrangement of a mall material. Consequently, 
in case heating softening of the mall material is carried out, it can prevent the hot blast of a heating 
means etc. turning between a mall material terminal front face and a cavity body section inside, and 
heating a mall material too much, and it is hard to produce nonuniformity in the gloss on the front 
face of a product after processing. 

[0034] Furthermore, since a mall material is arranged to the cavity for terminal processing as 
mentioned above Even if the cross-section configuration of a mall material becomes complicated, 
while being able to arrange the mall material concerned in the right location of a cavity simply and 
certainly like [ in case a mall material has the lane garter section like invention of claim 2 ] Since 
the arrangement concerned is performed in the flat condition, without making a mall material 
crooked, the stability of the mall material after arrangement increases and the mall material after 
arrangement cannot shift easily. Therefore, unlike the former, the terminal of the mall material which 
carried out heating softening at the time of hot press can be correctly pushed in in a cavity, the 
fault that the blemish and wrinkle which are called the so-called galling on a product front face 
occur can be canceled, and the product excellent in appearance nature can be obtained. In addition, 
in case heating softening of the mall material is carried out, variation does not arise in the heating 
condition of this mall material, but it is hard to produce deformation of the product after processing. 
[0035] moreover, mall terminal processing concerning invention of claim 3 — public funds — 
according to the mold, said terminal processing approach can be enforced simply and certainly. If 
the protruding line into which the lane garter section of a mall material fits at the cavity body 
section of female mold is especially prepared in invention of claim 4 like, terminal processing of the 
mall which has the lane garter section can be performed suitably. 
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[Brief Description of the Drawings] 

[Drawing 1] It is the perspective view of an important section showing the roof mall for automobiles 
obtained according to one example of this invention. 

[Drawing 2] mall terminal processing used for terminal processing of a mall — public funds — it is 

the perspective view showing an example of the female mold of a mold, and a punch. 

[Drawing 3] It is the perspective view showing the excision process in terminal processing of a mall 

gradually. 

[Drawin g 4] It is the sectional view showing an arrangement process and a heating softening process 
similarly. 

[Drawing 5] It is the a-a sectional view of drawing 4 . 
[Drawing 6] It is the b~b sectional view of drawing 4 . 

[Drawing 7] It is the sectional view showing the closed mold early stages of a press process 
similarly. 

[Drawing 8] It is the sectional view showing the time of closed mold completion of a press process 
similarly. 

[Drawin g 9 ] It is the c~c sectional view of drawing 8 . 
[ Drawing 10] It is the d-d sectional view of drawing 8 . 

[Drawing 1 1] It is the sectional view showing an unmolding process similarly. 

[Drawing 12] It is the perspective view of an example of the automobile by which it was equipped 
with the roof mall. 

[Drawing 13] It is the enlarged drawing showing a part of the roof. 

[Drawing 14] It is the enlarged drawing showing a part of roof from which the roof mall was removed. 

[Drawing 15] It is the perspective view showing the terminal of the conventional roof mall. 
[Drawing 16] It is the sectional view showing gradually terminal processing of the mall by the 
conventional hot press. 

[Drawing 1 7] It is the perspective view showing an example of a mall material which has a 
complicated cross-section configuration. 
[Description of Notations] 

10 Roof Mall 

1 1 Mall Material 

12 Terminal of Mall Material 
12a The tip of a mall material 
15 Ornament Section 

20 Metal Mold for Mall Terminal Processing 

21 Female Mold 
35 Punch 

C The cavity for terminal processing of female mold 
calcium Cavity point 
Cb Cavity body section 
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[Drawing 4] 




[ Drawing 3] 
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[Drawing 7] 
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[Drawing 11] 
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